
PITTSBURGH GAGE AND SUPPLY CO. 


ERRK1NOTON QUICK-CHANGE FRICTIOX 
TAPPING CHUCKS 

STYI..ES U Al E 


Style D. Interchangeable 
Drill, Tap nail Stud Holders 


Style O 
Adjustable 
Friction Stop 


Style n 
Adjustable 
Positive Stop 


Stud 
Hold, i 


Tap 

Holder 


■ rill Holder 


PIG. 3279 


Drill. Tnp and Set Stmts without stopping drill pres* and without movlna work. Self-Cen¬ 
tering. Ikmble-Cirlp Tap-Holder; Morse Toper Socket Drill-Holder. Stud-Setter hits inter¬ 
changeable stud-net. Tool* inserted and withdrawn w bile Spindle Is rotating without danger 
Of turning in operator's baud. Only one timid required to chains tools. Makes drill press a 
Vertical Turret Machine. 


ERRINOTON AUTO-REVEKSE TAPPING CHUCKS 

STYLES 13. C & D. 

Require no reversing mcehnnlsin on the drill press, aa they drive the tup In. stop nutomn- 
tlcally at the depth imuged. mid buck the tap out with quick return by simply niKlnu the drill 
spindle. The different style* iiro secured by Inserting any one of the Duplex Tap I'huvks de¬ 
sired. without changing the Vi ry simple spur quick-reverne gear-box. 

Use Style Bfor through holes in enst Iron, brass, etc., or where blind hole# ran be drilled 
deep enough to safely u*e a positive stop. 

Style n has nn adjustable friction tap-holder 1 bat renders It “Fool-Proof’’ngatust breaking 

taps In tapping steel. copper, etc. 

Style 1» gives a Uulvk<Miange Vertical Turret on n Non-Reversing drill press, for drilling, 
tapping, stud-setting, elc.. In line without moving the work. 

Style K Is n t^ulck-tthange Friction Tool Holder required oil every tapping drill press for 
drilling, lapping mid Htud-aettlng. 
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Morse Taper Shank ...... Number 1. 

3. 2. 1 • 

3. 4 

4. 

4. 3* 

N. 4 

5. «* 

Style B. Bos. Tap Hldr. and Stop. .Each $25 mi 
Style <\ Kric Tap Hldr. and Stop. Etch 30.00 

$ :n> oo 

$:t .vii ii 

$40 no 


$7" n0 

$SU 00 

35.011 

40.00 

50 no 

00.00 

SO. 00 

00.00 

Style 1 • Friction I n t crghangeablc 

Drill and Tap Holders . Eirh. 


55.00 

65.00 

75.00 

90,110 

100.00 

Stud-Setter fitted to Styles l»* E. .Each . 


12.50 

15.00 

17.50 

20 00 

22.50 

Style R Interchangeable Drill and Tap 

Holder . Each . 

. 

40.00 

50. IK. 

60.00 

70.00 

SO 00 


Tlu first 8la< of Mot ank given above for each size la 0 

furnished. the other sixes can be furnished, but the else marked <*) Is too small to be 
used unlc-ss it is reinforced by a set-screw. 
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ERRIXGTOX ATTTO-OPEXTXG AXD ADJUSTAliUE 
DIE HEADS 


Style* A & E for Turret 


Styles B, C and F for Live Spindle of Lathe 



Style C. With Guide. 


the Krrl net on Die to every re¬ 
quirement of screw-cutting, 
either as a Rotary istyle* B. 
i’ a In or stationary (Styles 
A a El Device. 

l'*e Style A as n Stationary 
Die for Turret and nil other 
purposes where Style K 
(which la especially designed 
to cut Parallel Threads cloee 
UP to a boulder 11» not required ; 

Style* A <fc E van al*»o b* used In tail-stock or tool* post of engine lathe, etc. 
Style Bass Rotary lUeon live spindle of lathe■. bolt-cutter et.\ 
style i* n* a RuUtry Die having a self-centering guide that ovoid* chuck¬ 
ing the work and bring* the threads true withth** rough stock. 

Style l> for screw-cutting on drill pi ca*. 

Die* are relieved-just like four cbu.MM-fl. 

Dies are furnished 1\S. s. when ordered exact size, and ^ w hen ordered 
jfjlnch oversize; all spec in I pitches are understood to be V thread. 

Dies for shoulder work are ground with short start; for rod work cun toe 
given a longer and more durable start. 

S in ordering Die Chuck*, 

. m \kindly give diameter of hole 
Y w , In your turret I to fit shank to i k'- __ a. 

A / and nnnn-length of thread on • GO 

\ * largest diameter of work (to L \ 

\\, bore * bank out for*. *f I 

Vu In ordering Die*, ph*n*e • || 

viy —'A state diameter, pitch, right or V 
—pUf / left, and style of thread « V., yraTJIi 

y ctf U«8. S. or W.l desired. Send « 4 

gf 0 n "ample wherever possible, or • : 

7 .-. 1 T Inform us whether for rod or C 

/ • shoulder work, and the metal Be,. j , 

ms-^Q- * t<» be cut. ‘|J 


Styles D .t F 
For Drill Press 


FIG. Y 


FIG *. 


I Size* 

I , , Shank 

size Dies, Inches - 


| Exact | Pipe 

I 1 * to %|Vt to 
I V. to 1 | »* to x t 

ih to m m to i 

|*i to 2 | x i to l'a 

I 1 to 2H to 2 


5,2 | £ r' 


Dimensions 

For 

Tumi, Io. 


|Pnte inch}'l»**ot»? pair Slaodarl Pitch Carbon Die? 1 

Turret 

Rotary for Lathe or Drill 

-t 

, i r 


1& Ms * H12 ^ 1246 1 40.0C* 15.00,45.00 3 00|45.00 50.00I 50.00 2.0ft 
2 r . 3», 250.00 *,5 00 55.00 3 50155.0H 60.00 00.00 2 50 

2 ** 5% 3**18*41 60.00165.00 «5.00|4 00 05.00 70.00 70.00 4.00 

2V4 l‘,7 11 ** 1 4 L 90.00! ti5.00105.0014.00)05.00 100.0011 On.(ini B OO 


t om center of turret hole to top of turret slide is one-half of "A" when held 
lys. FYom center of turret hole to top of turret slide Is one-half of *'B*’ when held 
flat To pass between parting and forming tools is “C.” 



